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(57) [Abstract] 

[Problems to be Solved by the Invention] 

As for this invention, temperature retention is satisfactory and 
also it designalesthal pot or other boiling * boiling vessel 
which does not have scorching is offered as objective . 

[Means to Solve the Problems] 

It is something which reaches point where this invention, uses 
thosewhich stick thin synthetic resin component 7 in one 
surface as material which becomes theinside vessel body 1 
forms adhesive surface of thin synthetic resin component of 
material which becomes vessel body inside this destined for 
material aspect which becomes outside vessel body 2, melts 
aforementionedthin synthetic resin component in production 
step and forms air layer 4. 


Claims 

4& ^it /!&fl§ o 


[Claim(s)] 
[Claim 1] 

middle plate lying between in air layer which forms 
somewhat air layer in bottom surface part of inside vessel 
body and outside vessel body, andbetween surrounding side 
sections in bottom surface part , boiling * boiling vesselwhich 
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Specification 

[0001] 

[0002] 

[«e*©ft«] 

*»W«>tilHAl4-r-eiC.^Bg 60-28493 
^. §t£BS 60-16329 m'jkBB 61-42502 

»-Cli«Stt(iA<T*»6*ttj&«*ft-i?ft 


designates that it becomes as feature. 
[Claim 2] 

surrounding edge of middle plate from bottom surface part of 
inside vessel body andoutside vessel body applying on 
surrounding side section, standing up,boiling * boiling vessel 
which it states in Claim 1 whichbecomes. 

[Claim 3] 

Inside vessel body, outside vessel body and middle plate 
formingsimultaneously, configuration doing as one unit, 
boiling * boilingvessel which it states in Claim 1 which 
becomes. 

[Claim 4] 

While forming beforehand, vessel body, outside vessel body 
and middle plate are inserted and boiling * boiling vessel 
which isstated in Claim 1 which configuration it does together 
and as one unitbecomes. 

[Claim 5] 

Boiling * boiling vessel which designates that it reaches 
thepoint where you use those which stick thin synthetic resin 
component in one surface as material which becomes inside 
vessel body you form adhesive surface ofthin synthetic resin 
component of material which becomes vessel body inside the 
this destined for material aspect which becomes outside 
vesselbody, melts aforementioned thin synthetic resin 
component in production step and forms the air layer as 
feature. 

[Claim 6] 

Boiling * boiling vessel which it states in Claim 5 which 
formssomewhat air layer in bottom surface part of inside 
vessel body and theoutside vessel body, in air layer section of 
this bottom surface part middle plate lyingbetween, becomes. 


Pescription of the Invention] 
[0001] 

[Technological Field of Invention] 

It boils this invention and it is something regarding * 
boilingvessel. 

[0002] 

[Prior Art] 

applicant of this invention already, Japan Examined Patent 
Publication Sho 60-28493 number and Japan Examined 
Utility Model Publication Showa 60- 16329 number,does 
Japan Examined Utility Model Publication Showa 61-42502 
number or other invention and device, boils widely and 
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[0003] 
[0004] 

[Wi*«*r4fc«>fl!)*«] 

[0005] 
[0006] 

S 1 0*3fc(4. Bf 3t*#*f=lTttl^=rt»«:ffl 
(SI 10-H n#fii) 

[0007] 
[0008] 

at 2 0*3*14, Bfs*#*t»«fc*rtti^fcrt 

(12 12 -H 13#&?) 
[0009] 

sp#c:, f9r£o>f«nitKXf4Rtt»icj£« 


hasendeavored to improvement of technology regarding * 
boiling tool,but with conventional pot etc as for temperature 
retention being good, thermal conductivity being deficiency , 
scorching easy or other deficiency remained as still. 

[0003] 

[Problems to be Solved by the Invention] 

Then, these deficiency are removed, from it is something 
which designatesthat technology which progresses is offered 
as objective . 

[0004] 

[Means to Solve the Problems] 

middle plate lying between in air layer where this invention 
forms thesomewhat air layer in bottom surface part of inside 
vessel body and outsidevessel body, and between surrounding 
side sections in bottom surface part , it issomething which 
becomes. 

[0005] 

[Embodiment of the Invention] 

There are 2 method as production method in order 
configuration to do this invention . 

[0006] 

first method while driving out in specified size , arranges 
sheet for the sheet , middle plate of vessel body and sheet for 
outside vessel body on specified mold , entirety it is 
something which forms in specified configuration with the 
conventional compression molding method . 

(Figure 10 * Figure 1 1 reference) 

[0007] 

In case of this , in sheet for vessel body in sheet , for inside 
vessel body and each center part of sheet for outsidevessel 
body, bottom reinforcing part which becomes predetermined 
frustoconical shape or columnar is formed,in addition annular 
protrusion according to need is formed in periphery . 

[0008] 

second method , while driving out in specified size and 
configuration , vesselbody, arranges middle plale and oubside 
vessel body on specified mold , the entirety it is something 
which forms in specified configuration with conventional 
compression molding method . 

(Figure 12 * Figure 13 reference) 

[0009] 

In case of this , inside vessel body, in each center part of the 
middle plate and outside vessel body, bottom reinforcing part 
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[0013] 
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[0014] 

[0015] 

[0016] 
[0017] 
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cia i) 

[0018] 


which becomes predetermined frustoconical shape or 
columnar is formed, in addition annular protrusion according 
to need is formed in periphery . 

[0010] 

In case of any method being, while forming, vessel body, it 
forms air layer between middle plate and outside vessel body. 

[0011] 

When it is produced with any method , being, peripheral edge 
portion of insidevessel body and outside vessel body seam 
welding after doing, the curling doing this in inside one, 
forms edge of vessel entirety . 

[0012] 

[Working Example(s)] 

Even when with 3 member simultaneous molding there being 
a first production method , a second production method with 
formationwhich inserts three member which formed 
beforehand and adjusts therebeing, material which you use as 
each member is as follows. 

[0013] 

configuration it does inside vessel body 1 from stainless 
steel , iron , copper , aluminum or the titanium or other metal 
material . 

[0014] 

Because, when superposing, in order to try not to damage 
surface ,those which stick thin synthetic resin component 7 
like vinyl in one surface it hasproduced material maker in ' 
these metal material which are used for one forinside vessel 
body, you adopt that positively. 

[0015] 

configuration it does outside vessel body 2 from stainless 
steel , iron , copper , aluminum or titanium or other metal 
material . 

[0016] 

configuration it does middle plate 3 from stainless steel , 
iron , copper , aluminum or titanium or other metal material . 

[0017] 

Before, inside vessel body 1, outside vessel body forming the 
gap between aforementioned three member of 2 and middle 
plate 3, besure to form air layer 4 even with product which is 
produced with no production method which was inscribed. 

(Figure 1 ) 

[0018] 
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(B 9 #f$) 
[0019] 


[0020] 

[0021] 

5,5,5 1 £nS£f* 2 OJgSSP, 

»l::j*»LfcJ6»iMWfc*o 


[0022] 

6,6,6 (iKTfEiSMSSSP 5 <7)nJiBfc$fi2Lfcfl 


[0023] 

T(D2t±y«f4. /^U^JPXfwioT^lcBg 


[0024] 


When using those which stick thin synthetic resin component 
7 in one surface as metal material for inside vessel body 
formation that way, it means to occupy the all or part of air 
layer which is formed between three member with thin 
synthetic resin component , but after that in production step it 
melts this thin synthetic resin component with high heat 
which occurs due to grinding etc, Now it means that gap 
which it is possible forms air layer 4. 

(Figure 9 reference) 

[0019] 

When simultaneous molding doing inside vessel body and 
outside vesselbody with normal metal material which does not 
stick thin synthetic resin component formation of air layer in 
between surrounding side sections of especiallyboth vessel 
body being difficult, there are times when it sticks. 

But, using metal material which sticks thin synthetic resin 
component , when forming,assuming, that between of 
surrounding side sections of both vessel body stuckeven if 
with molding step , melting thin synthetic resin component in 
postprocessing , to make gap , because it can form air layer 
with this, effect whichespecially uses that kind of material 
means to redouble. 

T00201 

When thin synthetic resin component of interior cannot melt 
in heated state which occursat time of production step after 
grinding or other , when user which is purchased spent on 
heater first, to be melted immediately,because it exhausts, it 
can achieve objective , formation of air layer . 


[0021] 

5, 5 and 5 inside vessel body is bottom surface part , of 1 and 
outside vesselbody 2 and frustoconical shape which formed in 
central portion of middle plate 3 or the bottom reinforcing 
part which formed in columnar . 

[0022] 

6, 6 and 6 while forming in outer perimeter of aforementioned 
bottom reinforcing part 5, vessel body is bottom surface part 
of 1 and outside vessel body 2 and annular protrusion which 
was formed in middle plale 3. 

[0023] 

From bottom surface part of inside vessel body and outside 
vessel body in surrounding side section applying, erect part is 
possible with bulge processing to form protruding part 7 in 
outward direction . 

[0024] 
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[0025] 


[0026] 

*?j£ 6,6' ^^^ 0 
[0027] 

ia 5 xim i (D^jtffiiTt^^. 3 (Biass 


[0028] 

6 ^fiE-r^i:<!:tfc*« 3 <7>Jifflgp 3' *>< 


[0029] 

3 <dj§*isp 3' t^nm^omm^m 


[0030] 


[0031] 

*k flSSft 1 <t*« 3 <b*rg# 2 <D&§[J#£&3 


In addition, there is an other kind of Working Example which 
is shown in the Figure 3 to Figure 8 regarding bottom surface 
part. 

[0025] 

Namely, with Figure 3 annular protrusion 6&apos; of 1 is 
formed in all materialwhich hits to central portion of bottom 
surface part . 

[0026] 

With Figure 4 annular protrusion 6, 6&apos; of 2 is formed in 
all material whichhits to bottom surface part . 

[0027] 

With Figure 5 it has been similar to example of Figure 1 , but 
surrounding edge 3&apos; of middle plate 3 inside and 
outside both vessel body exceeding bottom surface part of 
land 2, you have stood up in surrounding side section, but in 
case of the this being, in order a little to put out expansion 8 
to inward direction to erect part to surrounding side section of 
inside vessel body, it forms. 

[0028] 

As with Figure 6 annular protrusion 6 of 1 is formed in all 
material whichhits to bottom surface part , surrounding edge 
3&apos; of middle plate 3 exceeding bottom surface part of 
the inside and outside both vessel body, because you have 
stood up in surrounding side section, expansion 8 to inward 
direction is formed a little in erect part to the surrounding side 
section of inside vessel body. 

[0029] 

With Figure 7 as for bottom surface part also all material 
becomes the flat surface , but surrounding edge 3&apos; of 
middle plate 3 exceeding bottom surface part of inside and 
outside both vessel body, because you Have stood up in 
surrounding side section, the expansion 8 to inward direction 
is formed a little in erect part to surrounding side section of 
inside vessel body. 

[0030] 

Figure 8 forms minute undulation of option in top and bottom 
both surfaces section or the one surface section of middle 
plate 3, being something which installs middle plate which 
becomes this way in bottom surface part of inside and outside 
both vesselbody, air layer 4&apos; of bottom surface part 
becomes thick with this. 

[0031] 

Example where structure of bottom surface part differs has 
been shown in the Figure 1 through Figure 8 , but regarding 
example of whichever bottom surface part , it is possible 
inorder inside vessel body does spot welding in order to lock 
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[0032] 

[S8BJKD3BlK] 

B&afl-cfcijB«B'eft**&« sstt^ii 

[BBo>ffii|iftK«] 
[01] 

f8g£ft<7)¥ffliEE0 
[02] 

SffitDIEBrBB 
[S3] 

CIBtfftjfiOlffiMOjEKIIfBB 
[04] 

[05] 
[06] 
[07] 

BBBttiBaMKMIAjEKBB 

[08] 

BBVWEOBSflOXKBB 

[09] 

»J*#<0«fflf=J:*taB^tt:(3>*BjEHB 


each member of 1 and middle plate 3 and outside vessel body 
2, in addition toraise thermal conductivity in bottom surface 
part of outside vessel body suitablenumber to provide passage 
hole . 

Concerning this technology , it means to execute utility model 
right of Japan Utility Model No. 1622976 number. 

[0032] 

[Effects of the Invention] 

Because this invention, air layer and middle plate with pot of 
multiple structure which lies between is fixture , as 
temperature retention can be guaranteed, the complementary 
thermal conductivity of stainless steel it is possible, becomes 
scorching difficult pot , to do, in addition production cost 
comparing to pot which are produced with conventional 
laminate steel plate , becomes inexpensive ones much. 

[Brief Explanation of the Drawing(s)] 

[Figure 1] 

half-cut front view of pot vessel entirety 
[Figure 2] 

front cross section of principal part 
[Figure 3] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 4] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 5] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 6] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 7] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 8] 

front cross section of structural example of bottom surface 
part vicinity 

[Figure 9] 

With use of another material half-cut front view of pot vessel 
entirety 
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[Figure 10] 

With 1 manufacturing method front cross section of mold part 
[Figure 1 1] 

With 1 manufacturing method front cross section when 
forming 

[Figure 12] 

With other manufacturing method front cross section of mold 
part 

[Figure 13] 

With other manufacturing method front cross section when 
forming 

[Explanation of Symbols in Drawings] 
1 

Inside vessel body 
2 

Outside vessel body 
3 

middle plate 
3&apos; 

surrounding edge 
4 

air layer 
4&apos; 
air layer 
5 

bottom reinforcing part 
5 

bottom reinforcing part 
5 

bottom reinforcing part 
6 

annular protrusion 
6 

annular protrusion 
6 

annular protrusion 
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Mca JS^Bb W Thin synthetic resin component 
Drawings 

[03] [Figure 3] 



[Figure 4] 


2 


[01] [Figure 1] 



I 

[02] [Figure 2] 
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[Figure 5] 
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[Figure 10] 
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[Figure 11] 


[01 2] [Figure 12] 
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[Figure 13] 
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